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PURPOSE: To reduce the production cost of a paper 
container by forming a pouring port continuous member 
by continuously attaching pouring ports on a strip like 
metal foil and cutting off the pouring ports one at a 
time along with the metal foil in a filling process to 
attach each pouring port to the paper container. 

CONSTITUTION: A strip like metal foil composed of 
aluminum is intermittently delivered from a winder to be 
supplied to an injection molding machine and pouring 
ports are continuously formed on the metal foil to feed 
the foil to a filling process. Each of the pouring ports 
5 has a flat shape as a whole and one side on the short 
side of a rectangle has a chevron shape and a hinged lid 
5b is demarcated through a thin- walled part 5c so as to 
leave a welding flange part 5a on the outer peripheral 
part of each of the puring ports. A peripheral edge 
having slight difference in level is provided between 
the flange part 5a and the hinged lid 5b and the pouring 
port 5 is welded to the outer surface of the hinged lid 
5b to be integrated with the metal foil. In the filling 
process, a pouring port continuous member 6 is sent out 
to be intermittently moved at the pitch of the pouring 
ports 5. A receiving stand is inserted between the 
flange part 5a of the pouring port 5 and the metal foil 
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(54) POURING PORT ATTACHING METHOD 

(57)Abstract: 

PURPOSE: To reduce the production cost of a paper 
container by forming a pouring port continuous member 
by continuously attaching pouring ports on a strip like 
metal foil and cutting off the pouring ports one at a time 
along with the metal foil in a filling process to attach each 
pouring port to the paper container. 
CONSTITUTION: A strip like metal foil composed of 
aluminum is intermittently delivered from a winder to be 
supplied to an injection molding machine and pouring 
ports are continuously formed on the metal foil to feed 
the foil to a filling process. Each of the pouring ports 5 
has a flat shape as a whole and one side on the short 
side of a rectangle has a chevron shape and a hinged lid 
5b is demarcated through a thin- walled part 5c so as to 

leave a welding flange part 5a on the outer peripheral part of each of the puring ports. A 
peripheral edge having slight difference in level is provided between the flange part 5a and 
the hinged lid 5b and the pouring port 5 is welded to the outer surface of the hinged lid 5b to 
be integrated with the metal foil. In the filling process, a pouring port continuous member 6 is 
sent out to be intermittently moved at the pitch of the pouring ports 5. A receiving stand is 
inserted between the flange part 5a of the pouring port 5 and the metal foil to punch the metal 
foil. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

l.This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 

DETAILED DESCRIPTION 

[Detailed Description of the Invention] 
[0001] 

[Industrial Application] this invention relates to the method of attaching a pour mouth to the paper 
carton which carries out seal restoration of various kinds of liquids including drinks, such as juice and 
an alcoholic beverage. 
[0002] 

[Description of the Prior Art] It faces attaching a pour mouth in this kind of paper carton conventionally, 
and is made to attach in the hole of a paper carton the pour mouth which it produced one piece at a time 
with anchoring equipment incidental to restoration equipment. 
[0003] 

[Problem(s) to be Solved by the Invention] However, by the way the former should cling, since it was 
supplied after one pour mouth had become according to at a time, the alignment means of a pour mouth 
was needed for the anchoring equipment which accompanies restoration equipment, and there was a 
trouble that the whole equipment became expensive for this reason, and a manufacturing cost became 
high. 

[0004] this invention is made in view of the above troubles, and the place made into the purpose is to 
offer the pour mouth anchoring method that the manufacturing cost of a paper carton with a pour mouth 
can be reduced. 
[0005] 

[Means for Solving the Problem] the pour mouth with which the pour mouth anchoring method of this 
invention comes to attach a pour mouth continuously on a band-like metallic foil in order to attain the 
above-mentioned purpose — a continuum — forming — a restoration process — setting — the 
aforementioned pour mouth — it is characterized by separating a pour mouth at a time from a continuum 
with one metallic foil, and attaching in a paper carton 

[0006] and the above-mentioned pour mouth - on a band-like metallic foil, a continuum can fabricate a 
pour mouth continuously with injection molding, and can be formed, or can also attach and form the 
pour mouth which is mold goods on a band-like metallic foil 
[0007] 

[Function] the pour mouth supplied to band-like in a restoration process by the pour mouth anchoring 
method which consists of above-mentioned composition — a pour mouth is separately separated from a 
continuum and it is attached in a paper carton 
[0008] 

[Example] The example of this invention is explained referring to drawing 1 - drawing 7 . 
[0009] first, the **** pour mouth shown in drawing 2 and drawing 3 by supplying resin 4 
(polyethylene) to an injection molding machine 3, and fabricating the pour mouth 5 continuously on a 
metallic foil 1 in this injection molding machine 3 while letting out intermittently the band-like metallic 
foil 1 which consists of aluminum foil from winding 2 and supplying an injection molding machine 3, as 
shown in drawing 1 - a continuum 6 is formed and this pour mouth - it conveys at a restoration process 
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as a state which rolled round the continuum 6 In this case, it is good to use a reel for rolling round a 
continuum 6. 

[0010] The pour mouth 5 is flat [-like ] as a whole, in plane view, one side of a side with a short 
rectangle is a mountain configuration, it leaves flange 5a for welding to the periphery section, and hinge 
lid 5b is divided with thin-walled part 5c. Moreover, between this flange 5a and hinge lid 5b, 5d of 
surroundings edges which have a level difference slightly is prepared. And the pour mouth 5 is welded 
by the appearance of the hinge lid 5b, and is united with the metallic foil 1. 
[001 1] next, under the assembly of the paper carton according [ on a restoration process and ] to a 
restoration machine — a pour mouth — a continuum 6 is sent out and it is made to move intermittently in 
the pitch of the pour mouth 5 And sending a continuum 6 in the direction of arrow A intermittently, as 
shown in drawing 4 and drawing 5 , the division type cradle 7 is inserted between flange 5a of the pour 
mouth 5, and a metallic foil 1, it extracts in this state, and a metallic foil 1 is pierced with an edge 8. In 
this case, a metallic foil 1 is pierced in the configuration a which is an outside a little and protruded pull 
tab 9a at the nose of cam of a mountain configuration from the periphery of hinge lid 5b as shown in 
drawing 4 . The pour mouth 5 with which the piece 9 of a foil stuck to the superficies of hinge lid 5b by 
this as shown in drawing 6 is formed, moreover, the hole corresponding to [ as shown in the punched- 
out backward metallic foil 1 at drawing 4 ] the configuration a — b will be formed 
[0012] subsequently, pour mouth anchoring [ in / a paper carton C / for the pour mouth 5 / in the state 
where considered as the state where it turned up to the hinge lid 5b up side so that pull tab 9a of the 
piece 9 of a foil attached to the pour mouth 5 might not become obstructive, and this pull tab 9a was 
turned up ] — it inserts from the inside of a hole, and as by carrying out heat weld shows the portion of 
flange 5a to drawing 7 , the pour mouth 5 is attached It is made to carry out like the above punched-out 
process and shipfitter in the state where it drew in by soccer from the background of the pour mouth 5. 
[0013] On the occasion of the time of drink, the pour mouth 5 attached in the paper carton C as 
mentioned above pulls the pull tab 9a, and is opened. That is, since the piece 9 of a foil welds [ of hinge 
lid 5b of the pour mouth 5 ], when pull tab 9a is started and pulled, hinge lid 5b will be fractured by 
thin-walled part 5c from the nose-of-cam side of a mountain configuration, and the side of the opposite 
side of a mountain configuration will be opened as a hinge. And if this is pressed in order to close hinge 
lid 5b, the barricade which the portion around the piece 9 of a foil was caught, and did not fall in inside, 
and was produced by isolation of thin-walled part 5c will interfere each other, and will stop. Therefore, 
once opened hinge lid 5b can be resealed. 

[0014] Other examples of a pour mouth are shown in drawing 8 and drawing 9 . the pour mouth 5 and 
abbreviation which explained this pour mouth 10 previously - although the same appearance 
configuration is carried out, the hinge lid 10a is divided by break line 10c which connects these ends to 
straight-line-like thin- walled part 10b, and this break line 10c is formed in the state where it inclined as 
only a part for the point of a mountain configuration showed to drawing 9 In this pour mouth 10, since 
the whole superficies of hinge lid 10a are worn and a metallic foil is attached, it goes out before opening 
and content liquid does not overflow from eye line 10c. And RIKUROZU since the portion around the 
piece of a foil is caught, and does not fall and it stops by part for the point of a mountain configuration if 
hinge lid 10a is pressed in the direction which hinge lid 10a is opened in the direction of an arrow of 
drawing 9 by using thin-walled part 10b as a hinge by pulling a pull tab like a previous thing, and is 
closed. 

[0015] In addition, it faces attaching the pour mouth 5 in a paper carton C, and you may make it attach 
flange 5a in the outside of the pour mouth mounting hole in a paper carton C. And it is based on heat 
weld, and also you may make it use adhesives as a means of attachment, for example. 
[0016] moreover - the above-mentioned example - a pour mouth although a continuum 6 is once 
rolled round to a reel etc., even a restoration machine conveys this and it was made to let out, an 
injection molding machine 3 is directly joined to the main part of a restoration machine, and you may 
make it attach the pour mouth 5 with in-line 

[0017] moreover, a pour mouth - it faces forming a continuum 6 and the mold goods of a pour mouth 
are produced beforehand, and this is supplied on a band-like metallic foil, and it can attach continuously 
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with heat weld or adhesives 
[0018] 

[Effect of the Invention] As explained above, the pour mouth anchoring method of this invention the 
pour mouth which comes to attach a pour mouth continuously on a band-like metallic foil — a 
continuum — forming — a restoration process — setting — the aforementioned pour mouth, since it is 
constituted so that it may separate a pour mouth at a time from a continuum with one metallic foil and 
may attach in a paper carton Since the alignment means of the pour mouth needed when the pour mouth 
fabricated individually was used can be excluded, reduction of the manufacturing cost of a paper carton 
with a pour mouth can be aimed at. 

[Translation done.] 
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